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CARGO BASKET LID FABRICATION - COMMON 


General 


These instructions appiy to ail cargo basket lid assemblies. Refer to the foiiowing drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1 - 
Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 


80212, Revision 0-Short Basket 
80312, Revision 0 - Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 -Vrightyor Jeft 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 


75112, Revision 0-Standard Basket 
95512, Revision 0- 
Extra Large (ski) Basket 


M0600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 
Complété 


(initial orSCA #) 
WorkOrder: 
!1- /H O 


Date Open: 
j-?! -2017 
I 


1. Rim Assembly-Basket Lid 
X 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends, 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 
G. Remove writing on tubes with acetone and scotch bright. 
_ Aô 
AD 
^^04 
2. Weld Rim Assembly 
. ^5 
às 
a. Record welding rod PO on attached material list. 
AO 
73-04 
73 04 
3. Inspection 
6^3 
a. Rim for complété welds 
. Aû 


4. Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" X 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 
— 
f.—Drill vent holes into rim to vent cross members into rim. 
g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps tojig. 
Aô 
73^}^ 
^^4 
5. Frame assembly - 
Lid with optional walkway modification 
Ofi 
^ 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Vi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 


e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 


a. Record welding rod PO on attached material list 
05 


b. Jigs must remain in place for as long as practical during welding. 
Aô 
' 


Aô 


Inspection 
Ofi 


a. Frame assembly for complété welds. 


3.04 
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CARGO BASKET LID FABRICATION 
Complété 
y, 
(initial or S^#) 


8. Mesh assembly. 
n 
Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 
a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. 
for lids under 76" 


ii. 1" (check) for lids over 76" 


Weld remainder of mesh as indicated in a. 


A/A 


RecordweTdiïrig^rod PO on attached material lfst-^^___ 


10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: 
outside of last cross member on both ends. 


/W' 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 


a. Grind high spots off mesh welds. 
Je, 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
—Drill for lid bumpors using \|^" (ff3) centre drill. 
h—3 places for lids under 76" 
iL—4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 
a. Basket lid assembly for complété welds, and required minimum mesh weld locâfions. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 


13. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
^ 
AO 
73^ 
en 
. ^ 
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Work Order:,^ 


Date Ooened: 
) 
"?/ Z. O / ~P 


r 


Material Tracking Sheet 


Bell 429 - Post 81 


Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 


! 


Description 
Material 
PO/WO 


I 


1 
95912-01 
Lid Assembly 


1 


Step 1 
Rim Assembly 
| 


1 


1 


. 2 
— 
3/4" Tube - Long Rim (97.0") 
4130 Steel, %" x 0.035 Sqr. Tube 
t. 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, %" x 0.035 Sqr. Tube 
IlOOH 


Step 2 


1 
Weld Rirri Assembly 
( 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


. 4 
— 
3/4" Tube - Cross Member (21") 
4130 Steel, %" x 0.035 Sqr. Tube 
ncoH- 


Step 5 
. 10 
— 
1/2" Tube - walkway 
4130 Steel, V:l' x 0.035 Sqr. Tube 


Step 6 
Weld Frame Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 


Step 7 
Inspection - Frame Assembly 
None 


Step 10 
IVe/cf L/L Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
( 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
— 
Welding Rod 
ER308L TIG Rod 


. 1 
49216-01 
Spacer (Lid prop) 
304 Stainless, /4" Dia. 
2.0/^-8-^ 


. A/R 
Welding Rod 
ER308L TIG Rod 
; 


• tr 


Work Order: 2 
O/'y /^ 


Date Opened: Aua. 


Material Tracking Sheet 


Bell 429 - Post 81 


Lid Fabrication 


2of2 


Ass'y Step 


Détail 
Drawing 
Part Number 
Description 
Material 
POAA/O 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Ce ating 
l7oâS-//7o97 


Nomenclature: Hoo 


Aero Design Ltd. 
9888 A IV^Iaspina Rd. Poweil River, BC, V8A 0G3 
Pho(^: 604-483-^376 Fax: 604-483-2372 E-mail: infoiSaerodesign.ca 


AMF 73-04 


Manufacturer: Ag/'oa 


0\ 
Part No.i^QC,^" 
TTSN: f\J/^h \ 
j 
TSO: U7Â 


Work Order No.: 
M53P'0 


Lfc) 


_ No. of pièces: 


>Serial / 
Batch No.: l5oT9 


Rem.: fV/A 


Remaining Tasks to be Performecj: Prc>v'i'gi'o'^9 jo bg 


Signature 
Date: ^arr h 


Form# 20.E.03 
VdQi^ 
Lie No./SCA A0~O~^ 


Rev. 1 24Aprll2014 


Ui 
Ui 
OJ 
U 
O 


TP-r 
T 


Manufacturer;^ 


Part No.:QMS>7Ô ~( 
TTSN: i)/<û 


' 
' 
Aero Design Ltd. 
^ 
98!Î8 A Malaspina Rd. Powell River, BC, V8A0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: lnfo@aerodesign.ca 
AMI| 73-04 
Nomenclature: 
Urcy^ IWV 
No.j of pièces: 
1 


Sériai / Çatch No.:_ 
JS0:JU/i9_ 
Work Order No.: pQFj 
- C>l 
RemainingTasks to be Performed: i..;p LA 
lr^l^ 


Sienature: P\r.rcw2r 
Date: A>\,^..xrK \c'^ 


Form#20.E.03 


Rem.: 
/4 


Lie. No. / SCA_ 


Rev. 1 24 April 2014 


to 
to 
0 
u 
O 


Nomenclature: Hoop 


l 


Aero Design Ltd. 
9888 A ^alaspina Rd. Powell River, BC VÎA 0G3 
-ho™.. 604^3.2b76 f„.. 504.433-3372 
o, 


AMF 73-04 
_ No. of pîeces: 
anufacturer: 
| 


Work Order No.: 3QI4>"^| 
^emaining Tasks to be Performed: 
ML 


No 


Rem.: 


i/i 
to 
a; 
u 
o 


Aero Design Ltd. 
9888 A Mala^pina Rd. Powell River, BC, V8A 0G3 


4» 


LÀ •*. 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@a^rodesign.ca 
AMF 73-04 
Nomenclature:!)(ll-.L/^'iY 
No. of pieces:_ 


Manufacturer: 


Part No.: 
-O 
I 
TTSN:_A^ 
Work Order No.: 
0-h::> 


I 
Sériai / Batch No.: 
, 
TSO: yUZ4 
Rem.: 


Remaming Tasks to be Performed: 
^ 


Signature: (<frcuu3f\ 
Date : Hc>ur U 
^ PV^"'' 


Forrf# 20.E.03 


Lie. No./SCA_ 


Rev. 1 2* Àpril 2014 
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VIEW D 
VIEW D 
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DETAIL 8 
VIEW F 
(OV BASKÉT BODY ASSEMBLY 


VIEW A 
VIEW A 


VIEW D 


DETAIL C 


AERO DESIGN LTD 


ON E-E 
VIEW A 


BELL 429 - S/M S7081 A SUB. 
QUICK RELEASC CARGO BASKET 
BASKH FABRICATION 
M W 
RTS 


Srtn I or 1A0 
95951 
1 0 


O /7 
o 


\ 
CARGO BASKET RIM 
(REF) 


FIRST HOOP FROM END I 


1>ts ORAWiC CtMTMNS ■ rORyATICN ANO DATA 1HCH S PROraCTARY 10 AOtO DESIGN LID. IMS ORAVMC; OR ANY PORTKM DŒCF. UAY NOT K REPRODUCCD, 
aPCD, OR OURUCAIED M ANY UAMCR, NOR USED FOR MMUFACTURMC MTHOUT DC WTTEN CONSENT CT AERO DESKN LlDi 
DY ACOPTMG TMS DRAMN6 FOR 
REFOSNCC «C KCMNT AGREES TD HCHD AOtO DCSMN ITD. HARMLESS FROM THE US& OR MSUSE. OF TMS DRAW» OR TFC trORUAnCM CCNTMCD 1WB&H 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
SX 
03/11/2009 


1 
CHANGE LOCATION OF BUSHINGS 
BX 
29/09/2011 
2 
UPDATED TITLE BLOCK. MOVE UD PROVISIONS TO 84263 
BX 
14/02/2014 


0.406 


0.25:+- 
0.00 
0.03 ■ 
TYP 


2.750 


HRST HOOP FRCIM END 


I 
I 


02) 2 PLACES PER HOOP 


IZ- 
GTAW 


BOTH SIDES 
GRIND FLUSH AFTER WELDING 
2 PLACES PER HOOP 


DRILL 05(6 (0.313) THRU 
2 PLACES 


(oi) BASKET HANDLE PROVISIONS ASSEMBLY 
^ 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


NOTES: 


1. 
REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


01 


OTY 


84272-01 
84262-01 


PART NO. 


02 


01 


ITEM 


BUSHING 
BASKET HANDLE PROV. ASSY 


DESCRIPTION 


LIST 01" MATERIALS 


:|RAW 
JEFF CLARKE 


E. BURGOIN 


DATE 


03 NOV 2009 


UNLESS OTHERWSE SPECIFIED 


DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


0B6eA UALASPINA RQAD 
POVEU. RIVER. BC. CANADA. VBA 0G3 
TSL 604.4B8.B376 
«w«.MrodMifD.M 


HEUCOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SHEET 
1 
OF 1 
A3 
84262 


'7'Of y- 
o 


REV. 
DESCRIPTION OF CHANGE 


T 
3.69^[ 


NOTES 


1. REMOVE AU BURRS AND BREAK SHARP EDGES. 


2. THOROUGHLY DEGREASE. ALODINE, EPOXY PRIME AND POLYURETHANE PAINT 
ALL ALUMINUM PARTS PRIOR TO ASSEMBLY. 
ALTERNATE; THOROUGHLY DEGREASE AND POWDER COAT ALL ALUMINUM PARTS 
PRIOR TO ASSEMBLY. 


-96.88- 
@FILLER SHEET 


95916-03 


PART NO. 


S_ 


ITEM 


INITIAL ISSUE 
UPDATE TITLE BLOCK; ADD SHEET 2 


INIT1ALS 


BJC 


DATE 


10/04/2014 


RLLER SHEET 


DESCRIPTION 


6061-T6 ALUMINUM 


MATERIAL 


QQ-A-250/11 


MATERIAL SPEC 


0.050" SHEET 


STOCK SIZE 


UST OF MATERIALS 


APPROVALS 
DATE 
AERO DESIGN LTD. 
-A )) 
98884 UAIASPINA ROAD 
// 
POWELL RIVEE. BC, CANADA, VBA 0G3 
1/ 
TEL; 804.463.2378 
www.««rod««l<n.o« 


DRA1»I: 
CLARKE 
09 NOV 2012 


CHECKED: ^ guRGOIN 
10 NOV 2012 


UNLESS OTHERWISE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON; 
DECIMALS 
1 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


BELL 429 
QUICK RELEASE CARGO BASKET 
PILLER SHEET 


SCALE 1 : 4 


SHEET 2 OF 2 


DWG. SIZE 
LGL 


DWG. NO. 
95916 
1 


Z•^Of^V /'-tC 


REV. 
DESCRIPTION OF CHANGE 


INITIAL ISSUE 
UPDATE TITLE BLOCK; ADD SHEET 2 


INITIAIS 


BJC 


DATE 


10/04/2014 


3.69 
H" 
0.75 


-57.06- 


AS REQUIRED 
TO SUIT RIVET 
- SPAONG ON 
BASKET HINGE 
1.75 MIN 


@ 
FORWARD FILLER SH 


0|^( 


AS REQUIRED 
TO SUIT RIVET 
SPAONG ON - 
BASKET HINGE 
1.0 MIN 


EET 


3.69 
i 


-40.56- 
@ 
AFT FILLER SHEET 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. THOROUGHLY DEGREASE. ALODINE. EPOXY PRIME AND POLYURETHANE PAINT 
Aa ALUMINUM PARTS PRIOR TO ASSEMBLY. 
ALTERNATE: THOROUGHLY DEGREASE AND POWDER COAT ALL ALUMINUM PARTS 
PRIOR TO ASSEMBLY. 


QTY 


95916-02 
95916-01 


PART NO. 


02 


ITEM 


AFT HLLER SHEET 
FORWARD FILLER SHEET 


DESCRIPTION 


6061-T6 ALUMINUM 
6061-T6 ALUMINUM 


MATERIAL 


QQ-A-250/11 
QQ-A-250/11 


MATERIAL SPEC 


0.050" SHEET 
0.050" SHEET 


STOCK SIZE 


LIST OF MATERIALS 


sis 


isis 
ili 


msgis 


'MÏi 
|§ii' 
m 
§.ill 


APPROVALS 


JEFF CL^KE 


E. BURGOIN 


DATE 


09 NOV 2012 


10 NOV 2012 


UNLESS OTHERWISE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
j 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


9888A UALASPINA ROAD 
POWEU. RIVER, BC, CANADA, VBA 0G3 


TEL: 604.463.2376 
www.aerodecigii.ea 


BELL 429 
QUICK RELEASE CARGO BASKET 
FILLER SHEET 


SCALE 1 : 4 


SHEET 1 OF 2 LGL 95916 
1 


CARGO BASKET BODY FABRICATION - COMMON 


General 
p/c^ 2.0/7- HO 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 


69811, Revision 3 - 
Standard Low Mounted Basket 


94511, Revision 0 - 
Extra-Wide Low Mounted Basket 


94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 


77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revisiorr2—Long Basket 
— 
94011, Revision 0- 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 


80311, Revision 0 - 
Médium Basket 
81111, Revision 0 - 
Long Basket 


Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 \righyor left 
^ 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
# 
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CARGO BASKET BODY FABRICATION - COMMON 


Work Order: 


Date Open: 


•20/7- JHO 


/[ua \7 


Complété 


(initial or SCA #) 


Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


Record material PO on attached material list. 
Remove writing on tubes with acetone and scotch bright. 
For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling 


b. 


c. 


d. 


e. 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 
b. 94611 (206L/407 XL ski) only - weld 4 threaded bushings into inboard rim tubeAO 


3^nspÊCtion 


a. Rim for complété welds 


4. Frame assembly - body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 
fHioops are not in stock see detailed procédure sheet for spécifie hoop fabricatiori.— 


Page 2 of 6 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut >2" X 0.035 material to fit spine jig. 


f. Cut Vi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Yi" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
v-, 


30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON 


J- 


k. 


I. 


m. 


Complété 


(initial or SCA #) 
Record hoop WOs and material POs on attached material list. 
Remove writing on tubes with acetone and scotch bright. 


Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 


Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. 
Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


c. 


6. 


Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 
Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 
Record welding rod PO on attached material list. 
—'ffo 
Inspection 
-.^5 
Frame assembly for complété welds. 


d. 


a. 


-TSI.- 


Mesh assembly. 


a. 


b. 


c. 


d. 


Pull shee 
[■ priai li<;t 
^ 


2. 


t of expanded mesh from stock. Record material PO on attached material list. 
Cut mesh to size for body. 


Remove surface rust with scotch-brite. 
Bend body mesh - use table with bend markings on top. Lock wheels on table, 


i. For extra wide baskets only - 
1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
Bend down by hand as far as possible, then use a hammer to flatten the bend 
tight against the angle on the edge of the table. 
Using markings on table, align sheet to indicated edge. 
Using markings on table, align 3" tube to required position and clamp tube in place. 
Bend mesh by hand tightiy over tube along length of tube. 
Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 
place. 
Bend mesh by hand tightiy over tube along length of tube. 


3. 


II. 


iii. 


iv. 


V. 


VI. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove aH-extra clamps. 
- 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require Yi to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 
Cut mesh to fit ends. Record material PO on attached material list. 
,7 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 
^^4 
(initial or SCA ^ 
8. Weld mesh to frame assembly per drawing. 
^ 
1^ 
a. Ensure lug locating jig is in place prier to welding. 
b. General welding requirements for al! baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner, 


vi. Every intersection around ends 


vil. Every intersection along struts (if applicable) 
c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
^04 


a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d^959114beJL429) only:^placard bracket to forward upper corner of basket. 
— 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 
jf. 
jc 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


fe—Drill #9 through lid prop bushing(s). Do burr holo(s). 
d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
j/Ç ' 
J-C, 
To be completed by a différent person than the previous steps. 
^ 
^ 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 
(f) 
CO 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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Work Order: 2=^r2zI±L^ 


Date Ooened: À- 
^ 


Materiàl Tracking Sheet 


Bell 429 - Post 81 
Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


95951-01-O/ 


—■ 
"N. 


Basket Body Assembly 
( 
-01 RM, }02 LH) 


Step 1 
Rim Assembly 


. 2 
3/4" Tube - Long Rim (97") 
4130 Steel, %" x 0.035 Sqr. Tube 
/7os-fr 


. 2 
3/4" Tube - Short Rim (25.5") 
4130 Steel, %" x 0.035 Sqr. Tube 


. 1 
3/4" Tube - Lonq stringer (95.5") 
^130 Steel, Vt" x 0.035 Sqr. Tube 


. 4 
3/4" Tube - Short Rim (2.5") 
4130 Steel, %" x 0.035 Sqr. Tube 
1^00^ 


Step 2 
Weld Rim Assembly 


. AIR 
Welding Rod 
ER70S-2 TIG Rod 
1 n 


Step 3 


1 
Inspectibn - Rim 
Vone 


Step 4 
Frame /issembly 


. 3 
94520-01 
Hoop - s tandard 
4130 Steel, V/ x 0.035 Sqr. Tube 


. 1 
84262 
94520-01 
Hoop - with handie provisions 
4130 Steel, Vi" x 0.035 Sqr. Tube 
-t7o^W. 


. 1 
95964-01 
Forward Attachment Hoop 


. 1 
95926-01 
Aft Attachment hoop - with handie provisions 


. 5 
1/2" Tube - spine 
4130 Steel, V2" x 0.035 Sqr. Tube 
\7o^6 


. 1 
1/2" Tube - strut 
4130 Steel, >2" x 0.035 Sqr. Tube 
1 


Step 5 
Weid Frame Assembly 


. AIR 
Welding Rod 
ER70S-2 TIG Rod 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Jssembly 


. 1 
Mesh (Body - 56" x 96") 
3/4-16F Expanded Mild Steel sheet 
m 


. 1 
— 
Mesh (End -24.75" X 16.75") 
3/4-16F Expanded Mild Steel sheet 
ric?5-r 


<• 


Work Order: *2- O 
f 
"7 " 
/ ^ 
CP 


Date Opened;% 
\2lz^7 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
_^esc^to 
tio 


Material Tracking Sheel 


Bell 429 - Post 81 
Basket Body Fabrication 


2of2 


n 
Material 
PO/WO 


Step 8 
We/d Mesh 


step 9 


. A/R 
Welding Rod 
ER70S-6 MIG Wire 


' Ja. 
Weld Basket Components 


Step 9.a. 


Step 9.b. 


Step 9,d. 


Step 10 


A/R 


A/R 


. 1 


. A/R 


49215-01 


36204-10 


Spacer (Lid prop) 
304 Stainless Steel, V2" Dia. 


Welding Rod 
ER308L TIG Rod 


Cap 
1018 Mild Steel, 0.032" Sheet 


Welding Rod 
ER70S-2 TIG Rod 


Placard Bracket 
1018 Steel, 0.035" Sheet 
, C^/é - // ^/z-oicj ' 
g'/ 


Welding Rod 
ER70S-2 TIG Rod 
jGoyer I 


Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powdetî Coating 


' Work Order;go/ 
7'/'HO 


Date Ooened: A 
I 1 
j'2^^^ 7 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 


Materiai Tracking Sheet 


Bell 429 - Post 81 
Hoops Fabrication 


1 of2 
r 


Materiai 
PO/WO 


Step 1 
94520-01 
Hoop - standard 
4130 Steel, Va" X 0.035 Sqr. Tube 
llol3 


Step 1 


Step 2 


94520-01 
Hoop 
with handie provisions 
4130 Steel, !4" x 0.035 Sqr. Tube 
S'~O !/z,r>/*> -Z. 


84262 
Welding 
4130Steel, 5/16" X 0.058 Rnd. Tube JZ-OfL,' 


Step 3 


84272-01 
Bushing 


A/R 
Welding Rod 


Inspection 


ER70S-2 


None 


5L 
95964-01- 
Hoop - attachment (forward) (-01 RH, -02 LH) 


Step 1 
Fabrication 


Step 2 


. 1 
1/2" Tu 3e -hoop 
4130 Steel, Va" x 0.035 Sqr. Tube 
'Jo/^ - Lfj 


Welding 


step 3 


95925-02 
Lug 
1018 Steel, 5/8" Rod 
Z-O/ S"- 


95925-03 
Lug 
1018 Steel, 5/8" Rod 


A/R 
Welding Rod 
ER70S-2 
c? /S. - fOS' 
l&o?? ' 


Inspeclion and Finishing 
None 


' 
Work Order: ^ 
C^/ ^ /^<0 


Date Opened:. /4 
I "?j'Z'Qf "7 


Matériel Tracking Sheet 


Bell 429 - Post 81 
Hoops Fabrication 


2of2 


Ass''^ Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


5- 
95926-01 
Hoop - attachment (aft) 


Step 1 
1/2 Hocip Fabrication -1/2" hoop 


Step 2 


. 1 
1/2" Tu 3e-hoop 
4130 Steel, ■ '/2" X 0.035 Sqr. Tube 


Machining 
None 


Step 3 
1/2 Hoc>p Fabrication -1" hoop 


Step 4 


. 1 
r'tube -hoop 
4130 Steel, 1"x 0.065 Sqr. Tube 
<^0" 


Machin ng 
None 


Step 5 
Joint Pi^eparation 
None 


Weldinq 


Step 6 
. 1 
95926-04 
Lug 
1018 Mild Steel, 5/8" Dia. 
\2^0S 


. 1 
95926-05 
Lug 
1018 Mild Steel, 5/8" Dia. 


Step 7 
. 2 
84262 
84272-01 
Bushin^ 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
7Lo/L~l^^ 


Step 8 
. 1 
76423-04 
Cap 
| 
1018 Mild Steel, 0.050" Sheet 
/F7 


Step 9 


. A/R 
Weldinci Rod 
ER70S-2 
/ éC '7^ 


\ 


Finishihg and inspection 
None 


A. 


Q 
f y ~ 


16.75 


4.0 RADIUS 


SEE NOTE 2. 


25.25 


01) HOOP 


REV. 
DESCRIPTION OF CHANGE 


INITIAL ISSUE 
UPDATE TITLE BLOCK 


INITIAIS 


BJC 


DATE 


10/04/2014 


NOTES: 


1. REMOVE AIL BURRS ANO SHARP EDŒS. 


1. DRILL #30 (0.129) VENT HCLE M BOHOM OF HOOPS FOR VENTING «ELD CASES. 


S 
01 


QTY 


94520-01 


PART NO. 
ITEM 


END HOOP 


DESCRIPTION 


4130 STEEL GOND. N 


MATERIAL 


MIL-T-6736 


MATERIAL SPEC 


1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


gssaii 


APPROVALS 


JEFF CLARKE 


E. 8URG0IN 


DATE 


13 SEPT 2011 


UNLESS OTHERIMSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEQMALS 
X.XXX ±0.010 
X.XX 
±0.03 
X.X 
±0.1 


ANGLES 
±1/2* 


AERO DESIGN LTD. 


988BA UALASPINA ROAD 
POITELL RIVER, BC, CANADA. VBA 0G3 
nu 604.483.2374 
innr.ft«rodealcn.oa 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 


DWS. 9ZE 
LGL 94520 
1 


16.75 


REV. 


4.0 RADIUS 


25.25 


01) HOOP 


DESCRIPTION OF CHANGE 
INITIAIS 
DATE 


NOTES: 


1. REMOVE Aa BURRS AND SHARP EDGES 


2. DRIU. 3/32" VENT HOLE IN BOHOM CF HOOPS FOR VENTING *E1D GASES. 


01 


QTY 


94520-01 


PART NO. 


01 


ITEM 


END HOOP 


DESCRIPTION 


4130 STEEL GOND. N 


MATERIAL 


MIL-T-6736 


MATERIAL SPEC 


1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


APPROVALS 


vEFF CLARKE 


E. BURGOIN 


DATE 


13 SEPT 2011 


UNLESS OTHERMSE SPECIFIED 
DIMENSIONS ARE IN INCHES 
TOLERANCES ON: 
DEaMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.' 


AERO DESIGN LTD. 
CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, DAR 290U 
2013 - 39TH AVENUE N.E.. CALGARY, ALBERTA, CANADA, T2E 6R7 


t«l: (403) 360—8037 
fax: (403) 360-8333 
innr4wrod«alfn.oa 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 LGL 94520 
G 


11" )^\0 


leMmMawtoia. 
nnEazTsraB 
onm 01 oMcn» I m 
hmo. m m 
m 
iimirocwK «mui k 
orioi ccMsar v «o 
tcsoi 


KSCfQP'nON CF CHANGE 
INITIALS 


INITIAL ISSUE 
Tiftf èL06( uPÙaTH»: HANOŒ PROWStONS ADOCD 
8X 
tO FIB 201 


24.25 


HANDLE BRACKET PRO>ASK>IS 
SEE ORAMNC 84262 


DRU. % 
(0.»|SJJ1«U 


NOTES 


RCMOVe AU BURRS ANO BREAK SHARP EOGES. 


2. DRU. #90 VENT HOLE IN BOTTOU OT HOOP TOR VENTMC OF TCLO OASES. 


1/ 


TYP. 2 PLACES 
TAP DRIU Q (0.332) 
TAP 3/8-24 
MIN 0.75 DEEP 


TAP DRILL 0 
(0.332) 
TAP 3/6-24 
MIN a 
75 OEEP 


3. RELDMG OF 4130 STEU TO BE COUPLETEO BY GTTAW METHOO TO AMS2685C. 
RELOWG ROD SHAU CONFORM TO AMS ER70S-2 éfi EQUIVALENT 
A MIU SLOT INTO ITEM 2 (1 IN TUBE) AS SH0V1N. CljiNTOR ENO OF ITEM 3 (1/2 IN TICE) 
^TO MINIMI2E GAP BETAEEN ITEMS. 
1—1.06—1 
@) 
LUG 


1 
1-25—1 
@ 
LUG 


00.63 
00.63 
A AOJUST SLOT OF ITEM 4 (CAP) TO RT AS RE0U1RÔ0 


+0.03 


11.00 


@ 
CAP 


R4.00 
TYP 
t/ 
DRU. 06/8 (a625) 
THRU 
SECTION 


SCALE 
SECTION A-A 


SCALE 1 


(16.25) 


AERO DESIGN LTD 
AHACMENT HOOP ASSEMBLY 
98884 UALASPDU ROAD 
POVm IBVXR. BC. CANADA. VBA OCS 
BASKET HANDLE PROVISIONS 
10 NOV 2012 
AISI 1010/1020 
CLOM-gOaQ SHEET 
5/8 MA'rOO 
ASI 1010/1020 
BELL 429 
OUICK RELEASE CARGO BASKET 
ATTACHMENT HOOP FABRICATION 


UNIESS 01HERMSE SPEOFgO 
DHiCNSIONS ARE W INCHES 
TOLERANCES ON; 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
±0.1 


ASI 1010/1020 
5/8 OIA ROO 
1/2 X a(05 SQR TUBE 
|tU« 1/2IN 
•130 STEEL 


AnACWENÎ HOOP ASSEMEftY 


UST OF MATERIALS 


4.0" RADIUS 


SEE NOTE 2 


.01 
END HOOP 
m SHOWN, RH OPPOaiE 


2, <7/ 7' HO 


25.25 


REV. 
DESCRIPTION OF CHANGE 
CREATCD FROM 94522. REV. 0 


INITIAIS 
DATE 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRILL #30 (0.129) VENT HOUE IN BOTTOM OF HOOP FOR VENTING OF VEUT GASES. 


3. WELDING OF LUGS TO BE COMPLETED BY GTAW METHOO TO AMS2685C. 
WELDING ROO SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 


16.75 


—1 


1 


1 


I 


7.88 


ORILL 
(0.438) TRIS SOE I 
DRILL 
(0.188) FAR 9DE 


4.88 


--n 
-j 


CUT LUG TO FIT 
SLOPE OF HOOP 


DETAIL A 


SCALE 1 : 1 
DETAIL B 


SCALE 1 : 1 


-02 


QTY 


-01 


QTY 


95925-03 
95925-02 
95964-01-02 
95964-01-01 


PART NO. 


03 
02 


01 


01 


ITEM 


LUG 
LUG 
LH FM) ATTACHMENT HOOP 
RH FWO ATTACHMENT HOOP 


DESCRIPTION 


1018 MILD STEEL 
1018 MILD STEEL 
4130 STEEL COND. N 
4130 STEEL COND. N 


MATERIAL 


AISI 1010/1020 


Al SI 1010/1020 
MIL-T-6736 
MIL-T-6736 


MATERIAL SPEC 


S/8 ROO 
5/8 ROO 
1/2 X 0.035 SQR. TUBE 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


RiSRi.!!! 


APPROVALS 


JEFF CLARKE 


JASON REKVE 


DATE 


20 FEB 2014 


UNLESS OTHERMSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEQMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


9888A UâLASPINA ROAD 
POWELL RIVER, BC, CANADA, VBA 0G3 
TBk 60i.403.2376 
winr.*«rodeaign.oa 


BELL 429 - S/N 57081 Se SUB. 
QUICK RELEASE CARGO BASKET 
FORWARD ATTACHMENT HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 LGL 95964 
0 


j 


—>4-o.so 


Rai3-v^ 


©FORWARD 
RH SHOaN. l> 


S 


SHEET 
0PP09TE 


H o 
W 
» iW WWW WW. 
MaV iiiil à 
CCKft Ot OMIOm * MY WMCK MR UED FOt IMWIIRW «VCUI AC MUDI CMSDIT V MRO USCR LA IV MCmte Bt5 DRAM FDR 
«OTfff, M «won MES » HBO MRO tOW ilH HMtSS FRO» »C (gfc « majSU 9 
MS «AM DR l>C OTMAIBI CDRIWBI RCTOi 


DESCRIPTION Cf CHANGE 


Rai3 


REMOSC ML BURRS AND BREAK 91ARP EDGES. 


2. AREAS or «GH CONTOUR MAY BE SUT AT TWC EDGES AS REOlRRCD TO AU.OW TME SHEET TO FORN THE REQUIRED SMARE. 
A. W AREAS KMERE THE SUT IS PUSHED aOSED. THE EDGES MAY BE CAREFUUY TTBMMED TO AU.OW TME EDGES TO UEET. 
a M AREAS «MERE THE SUT IS PULLEO OPEN AND MORE MATERIAL IS REOUREO. A PILLER MAOE OP THE SAME MATERIAL 
MAY BE «ELDCD M PLACE. 
C SUTS SHALL BE KEIOED « ACCOROANCE WTH NOTE 3. YCLDEO AREAS MAY CONTRACT AND RECURE AOOITIONAL RESHAPWG. 
a CARCPUUY GRM) «ELDS FUJSH. ENSURE THICKNESS IS NO LESS THAN 003. 


3. «ELOMG OF 6061 ALLMRNUM TO BE COUPIETED BY CTAW METHOO TO AMSZSBSC 
«CLOMG ROD SHALL CONFORM TO ANSI/AHS ER4043 


6&065-02 
I 01 IFORWARD S«ET (liTT HANDT 16061 AU 
9S965-01 01 rCRWARO SHEET WGHT HAND) 6061 AU 
00-A-290/11 
,QQ-A-250/1ï~ 
ftOSO SMŒT 


MATERIAL SPEC 


UST OP MATERIALS 


JASON REKVE 


10 APR 2014 


UNLESS OTHERWSE SPEOFCD 
DWENSIONS ARE M INCHE& 
TOLERANCES ON: 
DEOMALS 
ANGLES 
XXX* ±0.010 
±1/2* 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


BELL 429 - S/N 57081 & SUS. 
QUICK RELEASE CARGO BASKET 
FORWARD SHEET 


SHEET 1 OF 1 
Al 
95965 


^C>/7- /HO 


REV. 
DESCRIPTION OF CHANGE 


TITLE BLOCK UPOATEO 


INITIAIS 


8JC 


DATE 


20/02/2014 


1 


11.00 


NOTES; 


1. REMOVE AU. BURRS AND SHARP EDGES. 


2. DRILL #30" VENT HOLE IN BOTTOM OF HOOPS FOR VENTING VCLD GASES. 


3. VCLDING OF LUGS TO BE COMPLETED BY GTAW METHOO TO AMS26B5C. 
WELDING ROO SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 
18.75 


4.0 RADIUS 


cuT LUC TO nr 
SLOPE CF HOCP 


DRia «Ke (0.438) IHS SDE 
ORHX ^ 
(0.168) FAR SDE 
DETAIL A 


SCALE 1 ; 1 
DETAIL B 


SCALE 1 : 1 
@FORWARD HOOP 


a63 
1 


#0.188 —' 


#0.438 


85925-03 
95925-02 
95925-01 


PART NO. 


03 
02 


01 


ITEM 


LUC 
LUC 
FORWARO ATTACHMENT HOOP 


DESCRIPTION 


1018 MILD STEEL 
1018 MILD STEEL 
4130 STEa COND. N 


MATERIAL 


AI9 1010/1020 
Aig 1010/1020 
MIL-T-6736 


MATERIAL SPEC 


5/8 ROO 
5/8 ROO 
1/2 K 0.035 SQR. TUBE 


STOCK SIZE 


LIST OF MATERIALS 


• TAP ORia 0 
(0.332) 
TAP 3/8-24 UNF-2B 
aSO OEEP UAX 
02) LUG 


TAP DRU. 0 
(0.332) 
TAP 3/8-24 UNF-2B 
0.50 DEEP MAX 


03) LUG 


mm 


iilii'S'l 


APPROVALS 


JEFF CLARKE 


CHECKOk 
E. BURGOIN 


DATE 


12 SEPT 2012 


10 NOV 2012 


UNLESS OTHERMSE SPEOFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


988aA HALASPINA ROAO 
POWELL RIVER, BC, CANADA, VBA 0G3 
rSL: #04.483^37# 
«wwMradMifn.oa 


BELL 429 - S/N 57001 THRU 57080 
QUICK RELEASE CARGO BASKET 
FORWARD ATTACHMENT HOOP 


SCALE 1 


SHEET 1 OF 1 


DWG. sm 
LGL 95925 
1 


Ci a 


5e 


DESCRIPTION OF CHANGE 
INITIALS 
CREATED FROM 94S22, REV. 


25.25 


CUT LUC TO ni 
SLfiPE OF HOOP 
DRia 
(0.438) TRIS SIOE 
DRIU «Xg (0.188) FAR SDE3 
16.75 


RADIUS 


SEE NOTE 2 
DETAIL B 


SCALE 1 : 1 
DETAIL A 


SCALE 1 : 1 


AISI 1010/1020 
5/8 ROD 
95925-03 
1018 MILD STEEL 
AISI 1010/1020 
5/8 ROD 
1018 MILD STEEL 
95925-02 
1/2 X 0.035 SQR. TUBE 
LH FWD AnACHMENT HOOP 
4130 STEEL CONO. N 
MIL-T-6736 
95964-01-02 
END HOOP 


LH SHOWN, RH OPPOSITE 


1/2 X 0.035 SQR. TUBE 
4130 STEEL CONO. N 
MIL-T-6738 
95964-01-01 
RH FVro ATTACHMENT HOOP 


MATERIAL SPEC 
STOCK SIZE 
PART NO. 
DESCRIPTION 
MATERIAL 


LIST OF MATERIALS 
NOTES 


REMOVE Aa BURRS AND BREAK SHARP EDGES 


DRia #30 (0.129) VENT HOLE IN BOTTOM OF HOOP FOR VENTING OF WELD GASES. 


APPROVALS 
AERO DESIGN LTD. 
DRAW; 
JEFF CLARKE 
20 FEB 2014 
98B8A HAUSPINA ROAO 
POWELL RIVER, BC, CANADA, V8A 0G3 
TEL; 804.483.2376 
www.li«rodMd8n.04 
CHECKED: JASON REKVE 
I! 
3. WELDING OF LUGS TO BE COMPLETED BY GTAW METHOD TO AMS2685C 
WELDIN6 ROD SHAa CONFORM TO ER70S-2 OR EQUIVALENT. 
BELL 429 - S/N 57081 à SUB. 
QUICK RELEASE CARGO BASKET 
FORWARD ATTACHMENT HOOP 


UNLESS OTHERWISE SPECIHED 
DIMENSIONS ARE IN INCHES 
TOLERANCES ON: 
DEC1MALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


5^8 
"al 


RSidSlIi 


DWG. SIZE 
DWG. Na 
SCALE 1 
95964 
SHEET 1 OF 1 


CARGO BASKET HOOP FABRICATION - 94520 


Work Order Number 2017-140 
Date: 21 Aug 2017 .. 
Volume: _6 


General 


These instructions apply to cargo basket hoop 94520-01 and derivatives that use it as stock. Refer to the 


following drawings, at the current revision, for dimensions and détails: 


94520, Revision 0 - Hoop (Extra Wide) 


Notes 
1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Instructions 
Complété 
— 
-(initial or SQ 


Hoop Fabrication - 
94520-01 


a. Cut 34" X 0.035 material to 53.75", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 
^ 


e. Mark tube 1113/16" from end 


f. Slide stock tube through bending die up align tube marking with 0 mark on bending die. Rotate 


bending arm clockwise untiUube is secure, ready to bendv 
g. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 
h. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


i. 
Repeat steps f. through i. for opposite end of tube, 


j. Check for: 
hoop height: 16.75" (Outside to outside) 
hoop width just above bends: 25.25" (outside to outside) 


adjust upper stop for height if required 


iv. adjust stock length for width if required 


V. twist - 
due to pulling bending arm up or down through bend 


k. Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 


I. 
Inspect hoops for conformity to drawing. 
m. Tag complété and inspected hoop(s) and place into stock. 


Pagelofl 
.• 
30November2013 


